^ 


Work Order ID. 60922 | LULULULU B ELS 


Monday, July 26, 2010 3:47:46 PM 


ieu, > UON | pue OT mar TIT 


Revision ID: 3 

Item Name: Replacement Skdtube Stop VW 
Start Date: 7/26/2010 Start Qty: 1.00 JAN NI Cust Item ID: j "et 
Required Date: 8/17/2010 Req'd Qty: 1.00 TIONI Customer: 

Reference: 


| "P EE - 
Approvals: Process Plan: Date: — Tooling: Date: ' 


QC: Date: SPC (Y/N): Date: ia IIHI Jl | ll ll 


Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty ' Qty Number Stamp 
Draw Nbr Revision Nbr 
D2580 Rev D a A 
100 0.00 l Sie E 
MUR RAM COSE COE a N |A i EENS 
DC Memo 0.00 
Document Control Photocopy D205-634 bluefile & type labels per PPP D205-634-041 CHG002 
110 0.00 
NAA og uU (CO ^m— nG 9g 
CNC Bend 1 Memo 0.00 
CNC Delta 100 Bender 1-Bend as per program D2580.C on CNC Bender and Folio 16 


2-Cut tubes as per Dwg. D2580 


3- scribe batch? in aft end of tube 


Dart Aerospace Ltd 
W/O: WORK ORDER CHANGES 


Approval 


DATE | STEP PROCEDURE CHANGE Chief Eng / 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: __ Disposition: - QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


pare ee Ng. E of NC Corrective Action Section B 


d bo 
NL IA A Initial Action Description Sign & d G Chief bo 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurance\approved QANCRW O RevE 


Approval 


QC Inspector 


E 
QC E 


Work OrderID 60922 EAI l Page? 


Monday, July 26, 2010 3:47:46 PM 


Pa... US abi AAA seee sec QNIN 


Revision ID: 


Item Name: Replacement Skidtube a L A 
Start Date: 7/26/2010 Start Qty: 1.00 TAN ||| Cust Item ID: 
Required Date: 8/17/2010 Req'd Qty: 1.00 WATT Customer: 
Reference: 
Ron Senrt ARIA A 

Approvals: Process Plan: . Date: Tooling: Date: 

ac: Due SPC (WIN): Date: NE LI 
Sequence ID/ Operation SetUp/ ` Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours 2 Code Qty Qty Number Stam 
wo LM CE ae 
KN A m a Gin ee 
Skidtubes Memo . 0.00 f NP 
Skidtubes 1- Deburr ends 


2- C'sink holes as per dwg without cutting fluid 
3- Prepare tube for welding, remove alodine as required. 


4- Scribe batch number insied aft end of tube. 


130 QC5- Inspect part completeness to step on W/O 0.00 


LIT B . ( - FE pag 


Quality Control 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE HH Chief Eng / Approval 
i Prod Mar | QC Inspector. |. 


Part No: PAR f: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 
-a. aa of NC Verification p E: 
DATE | STEP -a. aa A Initial Action Description Sign & Section C Chief p QC E: 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QA\NCRWO RevE 


N 


Work OrderID 60922 ^ 
Monday, July 26, 2010 3:47:46 PM 


Page 3 


Kg. DEM Ac LULU aaa Un 
Revision ID: E 
BET Stop 
Item Name: Replacement Skidtube 
Start Date: 7/26/2010 Start Qty: 1.00 (UNAT Cust Item ID: 
Required Date: 8/17/2010 Req'd Qty: 1.00 TANI Customer: 
Reference: 
Run Start (ERU 
Approvals: Process Plan: Date: Tooling: Date: 
Stop 
ac: Date: SPC (YIN): Date: DULL 
Sequence ID/ Operation Set Up/ Tool ID Tool£ Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
140 0.00 
Skidtubes Memo 0.00 
Skidtubes 
1-Weld step D2576 as per Dwg. D2580 ang QSI 0) 
A/ROGO Aluminum Rod ae ees FE rofa 
2-Prep per QSI 005 and weld crossbolt spacers D2579 as per Dwg. D2580, QSI 
004. 
For D2579 -spacers, weld one side, pass 3/8" drill, weld other side, E 3/8" drill 
A/R Aluminum Rod DUET lm, Jue 
3-Grind welds as per Dwg D2580 Grind flush ridge made from bending 
4-Drill holes for wearplates using DT 8217 & DT8937 Open holes to 19/64", 
adjust stopper not to hit web.Deburr 2 g 
5-Counterbore crossbolt spacers to 7/16" ID x 1.0" deep as per Dwg ma 2. /e O j V 
Deburr holes ` * . 
6-Drill pilot holes [- aft cap using DT 82150pen holes to 0.208". EN 
. 2 iH 


7-Drill pilot holes for Tow ring using DT8091, open to 640"and, a Dvur- 


Dart Aerospace Ltd 
W/O: WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE Chief Ena? | Approval 
Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


owe [srap o | of NG Corrective Action Section B 


ood bo E 
NS | A Initial Action Description Sign & ood C Chief bo QC E 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QANCRWO RevE 


Work OrderID 60922 | NAONA A Page 


Monday, July 26, 2010 3:47:46 PM 


ME S S isch HART setup sec NBI 


Revision ID: 


Item Name: Replacement Skidtube stop MEL 


Start Date: 7/26/2010 Start Qty: 1.00 JA | Cust Item ID: 
Required Date: 8/17/2010 Req'd Qty: 1.00 TUNI Customer: 
Reference: 
Run Stare [AM 
Approvals: Process Plan: Date: Tooling: Date: 
QC: Date: SPC (Y/N): Date: i [Jl [ll | || | 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
150 QC10- Inspect visual per QSI004- ground welds 0.00 
MMA il EN lesley CP DM 
QC Memo 0.00 
Quality Control 
QC5- Inspect part completeness to step on W/O 0.00 


IU NEN @ 


Quality Control 

170 Pressure Wash per QSI005 4.3 0.00 Al i i 
LIL IM wloglez ME 
HandFinish Memo 0.00 

Hand Finishing — Re-alodine tube as per QSI 005 section 4.1.2.1 do not acid etch and leave fwd 


cap out of solution. 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE (By | Date Chief Eng/ | Approval 


Prod Mar QC Inspector 


Part No: PAR ft: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 


E Corrective Action Section B TAA 
Description of NC — - ——— - Verification | Approval | Approval 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QA\NCRWO RevE 


Work Order ID 60922 
Monday, July 26, 2010 3:47:46 PM 


UNA 


Page 5 


Item ID: D205-634-041 
Revision ID: 
Item Name: Replacement Skidtube 


Start Date: 7/26/2010 Start Qty: 1.00 
Required Date: 8/17/2010 Req'd Qty: 1.00 


fee LARA. seo store NBI 


OAM uci: 
NI Customer: 


eo — HART 


Reference: 
DE 
Approvals: Process Plan: Date: Tooling: Date: l 
Sto 
oc Dae — Dae a M 
Sequence ID/ Operation Set Up/ Too! ID Tool? Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Qty Qty Number Stamp 


White Gloss(Ref:4.3.5.1) per QSI005 4.3-Alum 0.00 


Powdercoat Memo 


Powder Coating START TIME: 


OVEN TEMPERATURE: 


FINISH TIME: 


QC3- Inspect Part Finish 


190 
TRE 
QC 


Quality Control 


Memo 


HERMAN MUSSI — 


Ps 


0.00 


0.00 


do A AFE 


ul lo 9% MO, 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE Chief Eng/ | Approval 
Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


STEP Description of NC coer uve Action selene Verification E E 
Section A Initial Action Description Sign & Section C Chief E QC E 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


NCR: 


DATE 


HMFORMS'Quality Assurance\approved QA\NCRWO RevE 


Work Order ID 60922 
Monday, July 26, 2010 3:47:46 PM 


Page 6 


Hien ID: 205-634-041 na Lupa UU 
Revision ID: 
Item Name: Replacement Skidtube e» TIANA TATU 
Start Date: — 7/26/2010 Start Qty: 1.00 TAN Cust Item ID: 
Required Date: 8/17/2010 Req'd Qty: 1.00 TUNI Customer: 
Reference: 
Run Sert MMMA 

Approvals: Process Plan: Date: Tooling: Date: 

QC: Date: SPC (Y/N): Date: oy AT UNA 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
200 0.00 
amm " , wh ie. ak 306) 
Hand Finishing .. = 


1-Install inserts & wearplates & Gaskets as per Dwg. D2580. Use a drop of 
Sikaflex on insert holes before installing wearplates 

A/R OOO Sikaflex-291 OSIY coo 
Sikaflex expire date: 


2-Coat D2594-3 O' rings with Petroleum Jelly and install on D2594-1 plugs as 
per Dwg D2580 


3-Inspect for foreign object per QSI 024 


4-Install 2855 Aft Cap as per Dwg D2580 and seal Fwd Step & Aft Cap with 


Sikaflex. Clean excess adhesive 
ut Hh o 


A/R O Sikaflex-291 
Sikaflex expire date: \ 


5-Wing Walk as per Dwg D2580 and QSI 005 4.4 
Batch: 11 


Dart Aerospace Ltd 


W/O: WORK ORDER CHANGES Mm 
Approval 
DATE | STEP PROCEDURE CHANGE Chief Eng / 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B TNT 
Description of NC - — - Verification | Approval | Approval 
DATE | STEP sail A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurancelapproved QANCRW O RevE 


Work Order ID 60922 
Monday, July 26, 2010 3:47:46 PM 


Page 7 


Item ID: D205-634-041 
Revision ID: 


Accept Luna 


Mem Name: Replacement Skidtube stop (NANAMIN 
Start Date: 7/26/2010 Start Qty: 1.00 Cust Item ID: 
Required Date: 8/17/2010 Req'd Qty: 1.00 Customer: 
Reference: 
Run Sert AVANT TT 
Approvals: Process Plan: Date: Tooling: Date: 
Sto 
ac: Date: SPC (YIN): Date: a 
Sequence ID/ Operation Set Up/ Tool ID Tool£ Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
210 f QCS5- Inspect part completeness to step on W/O 0.00 S 
THAM S olbia @ 
Qe Memo 0.00 
Quality Control Inspect Aft Cap, Fwd Step and Wing Walk of work to Current Step Inspect for 
Foreign objects per QSI 024 : 
220 0.00 m 
HH me T75/ At I 3 
Packaging Memo 0.00 d PA ` O / / / 
Packaging Identify and pack for shipping as per PPPD205-634-041 
Location: 
PPP Rev: 


230 
UNAM T ID ll 
QC 


Quality Control 


Memo 


QC21- Final Inspection - Work Order Release 


0.00 


0.00 


jo hoa by 9 


C t0lq lo | 


Dart Aerospace Ltd 
W/O: WORK ORDER CHANGES 


Approval Approval 


QC Inspector 


DATE | STEP PROCEDURE CHANGE ay Chief Eng / 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
NCR: WORK ORDER NON-CONFORMANCE (NCR) 


DATE | STEP Description of NC Garmaciva-Acuon solon o Verification | Approval | Approval 


Section A Section C Chief Eng QC Inspector 


NOTE: Date 8 initial all entries 


HMFORMS Quality Assurance\approved QA\NCRWO RevE ei Pak 


` Picklist Print Page 1 
Monday, July 26, 2010 3:47:51 PM La 
Work Order ID: 60922 ARC A IT 

Parent tem: D205-634-041 MADAAN 


Parent Item Name: Replacement Skidtube Start Date: 7/26/2010 Required Date: 8/17/2010 
Start Qty: 1.00 Required Qty: 1.00 


Comments: IPP Rev:NL02.08.28D FP was QCS in Step 27; Added QC5 to Step 300KJ 
IPP RevP 10.02.19 per PAR09-043 EC verified by:DD 
IPP Rev.O 06.02.28 Added paperwork — EC 
IPP Rev:P 07-07-09 SS Wearplates & Gaskets JLM 


Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unit of Qtyon Qty per Kit Total Qty Date 


Item Name Item ID Purch Item Location Location Seq ID Measure Hand ' Qty Issued Issued ik 
D2580-1 Manufactured No 110 Each 6.0000 1 1 
DADA MM B-GNAY ure 10-03-12 
205 Skidtube bent detail 
Location B Loc Qty Loc Code 
LG 4 
57028 1 
59297 1 
60379 2 
ST046 2 — — 
59913 2 
D2576-3 Manufactured No 140 Each 89.0000 1 1 
LULU LL LU 
Step (maching detail) 
Location Loc Qty Loc Code 
LG 89 
171. DE m- 08-2: 
suis a É [0-08-23 
D2579 Manufactured No 140 Each 293.0000 20 20 
MUNDI IE A N LU 
Crossbolt Spacer 
Location Loc Qty Loc Code 
LG 293 
57052 5 
57348 04 
58433 l 2 
59113 282 


566 10-04 AA 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval Approval 


QC Inspector 


PROCEDURE CHANGE Chief Eng / 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 


(NCR: WORK ORDER NON-CONFORMANCE (NCR) 


NCR: 
"er Corrective Action Section B iW e 
Description of NC — - — - Verification | Approval | Approval 
DATE STEP Section A Initial Action Description Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurance\approved QA\NCRWO RevE 


' Picklist Print Page? 
Monday, July 26, 2010 3:47:51 PM 

NULULULULULL 

LULU 


Work Order ID: 60922 
Parent Item: D205-634-041 


Parent Item Name: Replacement Skidtube Start Date: 7/26/2010 


Start Qty: 1.00 


1 
IAM 


Required Date: 8/17/2010 


Required Qty: 1.00 


D2855 Manufactured No 200 Each 83.0000 


LULU 
Cap 


MEE Loc "E Loc Code | 16. oF. 30 
56613 1 
ST026 82 
50513 1 
50770 28 ae r 
51539 2 
53791 51 
AN3-5A Purchased No 200 Each 1,128.000 2 
AG 
Bolt 
Location Loc Qty Loc Code Ah / 0. OF 3 0 
ST350 1128 
105057 628 
7 115016 500 
AN960JD10L NAS1149D0332J Purchased No 200 Each 3,025.000 2 
HARE TAA 
Washer 
nod Loc Had Loc Code m 10 : ey. 3d 
. 
110985 s01 Z 
N 
Monday, July 26, 2010 3:47:51 PM Shop Packet Print 


Page 2 


Dart Aerospace Ltd 
W/O: WORK ORDER CHANGES 


Approval 


DATE | STEP PROCEDURE CHANGE Chief Eng / 


Part No: PAR #: Fault Category: NCR: Yes No DQA: _ Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


DATE | STEP Description of NC Corrective Action Section B Monroa |ll-Anrovat 


Section A Chief Eng QC Inspector 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QA\NCRWO RevE 


` Picklist Print 
Monday, July 26, 2010 3:47:51 PM 


Page 3 


Work Order ID: 60922 


D205-634-041 
Replacement Skidtube 


Parent Item: 


Parent Item Name: 


ALS7-1032-130 


DAL 
DNE AAA 


Start Date: 7/26/2010 
Start Qty: 1.00 


Required Date: 8/17/2010 
Required Qty: 1.00 


Purchased 200 Each 950.0000 50 
4 | 
Insert 
i Location Loc Qty Loc Code /0 " 0g à 30 
ibi | y "] AZ FP 933 
AP ar] 115079 933 
ST282 17 LO 
113238 17 
AN3C4A Purchased No 200 Each 995.0000 50 50 
LMU AAA TUAM | 
BOLT 
Locati L Loc Cod 
E = cde W 0. ops 
114108 14 
114416 12 
114523 2 peta Sa eir 
11494] 967 
AN960C10L NAS1149C0332 Purchased No 200 Each 29.0000 50 50 
R 
DALAI LU 
washer 
Location Loc Qty Loc Code al JO 3 OF J 
ST245 29 "A IN 
P H / / 4000 107534 29 
M M M €—— IA 
Monday, July 26, 2010 3:47:51 PM Shop Packet Print Page 3 


Dart Aerospace Ltd 
W/O: WORK ORDER CHANGES 


Approval | Approval 
Chief Eng / QCI 
Prod Mgr nspector 


DATE | STEP PROCEDURE CHANGE 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: ___ Disposition: QA: NIC Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


owe sre NL I of NC Corrective Action Section B 


ice Ed E 
NL I A Initial Action Description Sign & ice C Chief Ed QC E 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


NCR: 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


` Picklist Print 
Monday, July 26, 2010 3:47:51 PM 


Page4 


Work Order ID: 60922 


D205-634-041 
Replacement Skidtube 


Parent Item: 


Parent Item Name: 


LAU 
DARAN M 


Start Date: 7/26/2010 
Start Qty: 1.00 


Required Date: 8/17/2010 
Required Qty: 1.00 


D3566-13 nufactured No 200 Each 35.0000 1 
LULU b 
Gasket 
Locati Loc Qty Loc Cod = 
A ion oc : oc Code Qs OX 3Ü 
53461 4 EI Ca 
FP012 31 
59601 23 
60209 8 
D3566-5 Manufactured No 200 Each 16.0000 1 1 
ULL LU 
Gasket 
Location Loc Qty Loc Code p ( / Ó- OF ` $7 
FP015 16 
—2158 16 
D3566-1  - Manufactured No : 200 Each 21.0000 2 2 
DNA LI 
Gasket 
git Location Loc Qty Loc Code P 10: Os: 36 
6035 F WIS 57715 P 
CT 59126 7 
60202 12 
D3564-11 tured No 200 Each 10.0000 1 1 l 
LLLI A TN O NN IM 
Wearshoe t. 
Location Loc Qty Loc Code k 
FP019 10 : 10 of 50 
5994] 10 
— 
Monday, July 26, 2010 3:47:51 PM Shop Packet Print Page 4 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval 
| Dare | PROCEDURE CHANGE Chief Eng / TE 
Prod Mgr nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


(owe [step BN iE of NC Corrective Action Section B 


ius E E 
WW iE A Initial Action Description Sign & ius C Chief E QC E 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


NCR: 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


` Picklist Print 
Monday, July 26, 2010 3:47:51 PM 
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Work Order ID: 60922 
Parent Item: D205-634-041 


Parent Item Name: Replacement Skidtube 


TAA 
UR AREA NAA 


Start Date: 7/26/2010 


Start Oty: 1.00 


Required Date: 8/17/2010 
Required Qty: 1.00 


D3564-13 ufactured — No 200 Each 19.0000 1 
HIR AAA LI 
Wearshoe 
Location Loc Qty Loc Code 10 * OF 30 
FP17 19 
59660 19 
D3564-9 Manufactured No RES 200 Each 26.0000 1 
MAAN AN KAN LU 
Wearshoe 7 Ü 
Location Loc Oty Loc Code : 
FP | 10 0f 
55334 1 
FP019 25 
12 
60236 13 
D3564-5 Manufactured No 200 Each 16.0000 1 
AACR AT N LI 
Wearshoe ; 
Location Loc Qty Loc Code "i 10 OF + 3 Ü 
FG 1 , 
34806 | 
FP19 4 o 
57525 | 
58709 3 
FP-19 H noo 
59157 11 
Monday, July 26, 2010 3:47:51 PM Shop Packet Print Page 5 


Y 


Dart Aerospace Ltd 


WORK ORDER CHANGES 
Approval 
PROCEDURE CHANGE Chief Eng / 


Approval 


QC Inspector 


DATE | STEP 


Part No: PAR f: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 


Corrective Acton. Section B 
Ero 


QC EN 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


'Picklist Print Page 6 
Monday, July 26, 2010 3:47:51 PM 
Work Order ID: 60922 OMA LM 
DUO A AA AN 
Parent Item Name: Replacement Skidtube l Start Date: 7/26/2010 Required Date: 8/17/2010 
Start Qty: 1.00 Required Qty: 1.00 
D2594-3 Manufactured No 200 Each 419.0000 16 
HAN IAM 
O-Ring, 205 Skidtube 
Bo Loc o Loc Code / 7 1 9 f. 3 Ü 
55546 19 
58191 12 
59358 388 
D2594-1 Manufactured No k 200 Each 451.0000 16 16 
MANAWA OOD TN TONIN TN LU | 
Plug, 205 Skidtube ' 
— Loc a Loc Code arf 1 Ü -0 f 3 
42807 112 | 
55002 71 
FP14 268 
58434 79 
59110 189 
Monday, July 26, 2010 3:47:51 PM Shop Packet Print 
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Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval | 
DATE | STEP PROCEDURE CHANGE Chief Eng / Approval 
QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


(owe ATE e UL Ls of NC Voreelve ACuon.... Senne Ea E ES 


UL Ls A Initial Action Description Sign & tod C Chief E QC ES 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


ON 


H:\fFORMS\Quality Assurance\approved QANCRW O RevE 


7, 


AN3C4A 
AN960C10L Sob Kany 
| 2 | 2 | AN960JD10L W. x 
RETURN TO 

» 5 GENERAL NOTES: — ENGINEERING 
UNCONTROLLED COPI 
1) TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED SUBJECT TO AMENDMENT | 

2) ALL DIMENSIONS ARE IN INCHES WITHOUT NOTICE 


“H dd DART AEROSPACE LTD . 
al GY HAWKESBURY, ONTARIO, CANADA . 
CHECKED, APPROVED DRAWING NO. REV. D 
A D2580 SHEET 1 OF 3 
DATE TITLE SCALE 


EN 96.09.16 | NEW ISSUE 
| B | 96.12.02 | AS MANUFACTURED 
98.08.26 | REDRAWN, INCLUDED DEO 9094/9097 


07.02.27 | CHANGE TO SS WEARPLATES AND 
GASKETS, INCLUDE DEO 9124/9183 


DART 


|_| 2580-041 | SKIDTUBE ASSEMBLY — — | 
| X | 3 D2580045  [|SKIDTUBE ASSEMBLY —— | 
Pe ERA 
1 
et = 


1 

20 
| 16 | 16 | ^ D2594:i3$ [PLUG —& à | 
| 16 | 16 |  —  D25943  [|ORNG  «—  &—L |] 
L1. |-1 ]|-.- D2596 [205WEB — -— — 1 . 
[1 | D2855 X  |ArrCAP _  —  —  — —— | 
| 1 |”  D35645 — — [wEaRSHOE — 1 | 
[: 31-3 
MEE 


E] 

| 1 | 1 [| 0356411. |WEARSHOE — — 1 | 
| 2 | 
CUM 


[ 1 | D3564-13 WEARSHOE 
D3566-1 GASKET 


ALS7-1032-130 
or AKS7-1032-130 
or AKS4-1032-130 
or AELS-1032-130 


3) INSERT D2596 WEB TO LOCATION SHOWN OFF AFT END OF SKIDTUBE AND BOND WO: 
WEB INTO OUTER TUBE WITH NON-STRUCTURAL SIKAFLEX-241 ADHESIVE PER Le QS DE 
DART QSI 015 BEFORE BENDING. ENSURE HOLES LINE-UP. NO... I D L- 

4) BEND AS A SMOOTH RADIUS STARTING WITH A MAXIMUM CENTERLINE RADIUS OF 
60 AND ENDING WITH A MINIMUM RADIUS OF 30. A MAXIMUM REDUCTION OF 0.200 A, 

IN DIAMETER IS ALLOWABLE IN THE BENT PORTION OF THE TUBE. 12 70-7. 

5) USE DART DRILL TEMPLATE TD2577-205 TO LOCATE AND DRILL 20.297 HOLES FOR 
WEARSHOE INSERTS. INSTALL ALS7-1032-130 PER SECTION D-D (50 PLACES) AFTER 
FINISH. INSTALL AN3C4A BOLTS AND AN960C10L WASHERS WITH SIKAFLEX-241/- 

291. 
6) WELDING TO BE DONE PER DART QSI 004. 
7) FINISH: 
SEE NOTES ON 
PAGE 2 FOR D2580-041 AND 
PAGE 3 FOR D2580-045 

8) INSERT D2594-1 PLUG C/W D2594-3 O-RING IN HOLES MARKED 'P' (BOTH SIDES OF 

TUBE) AFTER FINISH (16 PLACES). 


Copyright © 1996 by DART AEROSPACE LTD 


THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL AND IS SUPPLIED ON THE EXPRESS CONDITION THAT IT IS NOT TO BE USED FOR ANY PURPOSE OR COPIED 
OR COMMUNICATED TO ANY OTHER PERSON WITHOUT WRITTEN PERMISSION FROM DART AEROSPACE LTD. 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


Approval | Approval 


QC Inspector 


DATE | STEP PROCEDURE CHANGE Chief Eng / 


Part No: PAR ft: Fault Category: NCR: Yes No DQA: Date: 
Resolution... Disposition: QA: N/C Closed: Date: 
NCR: WORK ORDER NON-CONFORMANCE (NCR) 


me Corrective Action Section B TET 
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DETAIL A 
SCALE 5:24 


DETAIL C 
SCALE 5:24 


40.208 
DRILL PRIOR TO 02855 CAP 
INSTALLATION (2 PLACES) 


^N3-5A BOLT (1) 
AN96OJD10L WASHER (1) 
(2 PLACES) 


02596 WEB (REF) 


ALS7-1032-130 (REF) 
(TYP 50 PLACES) 


i) FINISH: 


GRIND FLUSH 
TS 


37.50 


DISTANCE TO AFT END 


DETAIL B 
SCALE 5:24 


GRIND FLUSH (4 PLACES) 02576-3 STEP 
FS 


GRIND FLUSH 
ZS 


SEAL WITH 
SIKAFLEX~241 /—291 


SECTION D-D 
SCALE 5:24 


A REFER TO DETAL C 


AFTER DRILLING AND BENDING ASSEMBLY 

PERFORM THE FOLLOWING FOR 90.508 HOLES ONLY: 
1. CHAMFER HOLE 0.050 X 45° 

2. INSERT 02579 SPACER (20 PLACES) 

3. WELD INTO PLACE AND GRIND FLUSH 

4. C'HORE D2579 SPACER TO 60.437 X 1.00 DEEP 


AN3C4A BOLT (1) 
AN960C10L WASHER (1) 
(50 PLACES) 


ACID ETCH, ALODINE PER DART QSI 005 4.1 PRIOR TO INSERTING D2596 WEB 


POWDER COAT ASSEMBLY GLOSS WHITE (REF. 4.3.5.1) PER DART QSI 005 4.3 
BLACK ANTI-SKID PAINT AS INDICATED PER DART QSI 005 4.4 


D2580-1 DRILLING DETAIL 


90.508 (TYP.) REFER TO DETAIL A 


(40 PLACES) 


57.313 (REF) 
7 EQUAL SPACES 
8.188 PITCH 


190.0 
(02500-1) 


1.0 
DISTANCE BETWEEN HOLE 
AND TANGENT POINT 


10 
DISTANCE BETWEEN HOLE 
AND TANGENT POINT 


D2580-041 ASSEMBLY DETAIL 


WELD AS PER DETAIL B 


BLACK ANTI-SKID TOP Of STEP 
BLACK ANTI-SKID TO 0.5 TO 0.5 ABOVE BOTTOM EDGE 


ABOVE LOCATION RIDGE 
1.5 
EN 


D3566-1 I fiction D3566- pa y-— 03566-13 


03564-11 1 Y NG 
564-5 03564-13 
x 03564-9 


DRAWN BY 
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07.02.27 205 SKIDTUBE ASSEMBLY 1:24 
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Dart Aerospace Ltd 
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DATE | STEP PROCEDURE CHANGE IDE Chief Eng / Approval 
Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


(owe e a 14 of NC Corrective Action Section B Ecl E 


a 14 A Chief Ed QC E 
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DEIAL E 
SCALE 5:24 
D2580-1 DRILLING DETAIL 


37.50: 
DISTANCE TO AFT END 


OF 02596 WEB REFER TO DETAIL E 


60.508 (TYP.) 
(40 PLACES) 


DETAIL F 

SCALE 5:24 

GRIND FLUSH (4 PLACES) 
TS 


57.313 (REF) 
7 EQUAL SPACES 


02576-3 STEP B.188 PITCH 


GRIND FLUSH 
ZS 


GRIND FLUSH 
ES 


LOCATION RIDGE 190.0 
oF DES iic (02500-1) 


RELEASED 


D2580—5 BENDING AND CUTTING DETAIL 
(MAKE FROM D2580-1 DRILLING DETAIL) 


DETAIL G 
SCALE 5:24 


40.208 
DRILL PRIOR TO 02855 CAP SEAL WITH 
INSTALLATION (2 PLACES) Ce, SIKAFLEX--241/-291 
AN3-5A BOLT (1) f. N—N 
AN960JD10L WASHER (1) ey ay 


1.0 1.0: 
DISTANCE BETWEEN HOLE DISTANCE BETWEEN HOLE 
AND TANGENT POINT AND TANGENT POINT 


SEE NOTE ii) 
(2 PLACES) 


02855 CAP 


D2580-045 ASSEMBLY DETAIL 


WELD AS PER DETAIL F 


BLACK ANTI-SKID TOP OF STEP 
BLACK ANTI-SKID TO 0.5 TO 0.5 ABOVE BOTTOM EDGE 
ABOVE LOCATION RIDGE 


0.5 
REFER TO DETAIL G 


SECTION H-H 
SCALE 5:24 E 


D2579 SPACER 


C'BORE 
NO PLUG 


NY AFTER DRILLING AND BENDING ASSEMBLY 03566-1 D3566-5 3566-1 03566-13 
kop] PERFORM THE FOLLOWING FOR 90.508 HOLES ONLY: PEET E 
J 1. CHAMFER HOLE 0.050 X 45° 
we” 


02506 WES: (REE) 2. INSERT 02579 SPACER (20 PLACES) 


3. WELD INTO PLACE AND GRIND FLUSH 
ALS7-1032-150 (REF) 4. C'BORE 02579 SPACER TO 40.437 X 1.00 DEEP \ 
A (TYP 50 PLACES) x pi ka i Pana D3564-5 03564-13 
03564-9 
A ANSC4A BOLT (1) 


AN960C10L WASHER (1) 
= (50 PLACES) 


i) FINISH: ACID ETCH, ALODINE PER DART QSI 005 4.1 PRIOR TO INSERTING D2596 WEB 
POWDER COAT ENTIRE ASSEMBLY GREEN (REF. 4.3.5.8) PER DART QSI 005 4.3 
BLACK ANTI-SKID PAINT AS INDICATED PER DART QS! 005 4.4 

i) | IT IS ACCEPTABLE TO GRIND A RELIEF IN THE 02855 AFT CAP TO PREVENT INTERFERENCE 

WITH THE SPACER AT THIS LOCATION 


DRAWN BY 
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QC Inspector 


Part No: PAR st: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
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NO. 323 
AWS D17.1.2001 
QUALIFICATION TEST RECORD 


Name: ic 


Jobnumber: SO VC S O oo 
Part number: I C — 


Description: X 
Welding Process: er Mig ] 
Base materiel: x: 


Current: ACh DCI ] 


TEST REQUIREMENTS AND RESULTS 


Visual: pass, faill ] 
Penetration: pass[ 4 fail[ ] 
UNACCEPTABLE 

Cracks: pass A faif ] 
Undercut: | pass[/T. faill ] 
Pin holes: pass[: fail[ | 
Overlap (cold lap) passi] fail[ ] 
Porosity (surface): pass% faill ] 
Coloration: pass[^T faill ] 


Date of Test Coupon _/0.04.C\ 


Date of Test Coupon /0-06-0/ 


The above named individual is qualified in accordance with AWS D17.1 .2001 to weld 


HNFORMSProductionapproved. prod Welding Coupon.Rev.A 


